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(54) Apparatus for forming objects by incremental buildup of layers. 



(57) An apparatus and method for manufacturing 
an article that is formed by the incremental 
buildup of layers (14) on a work surface (12) 
includes a material deposition station (32) to 
deposit the layers (14). In addition, a plurality of 
processing stations are employed. Each proces- 
sing station performs a separate function such 
that when the functions are performed in series, 
a layer (14) of the article is produced and is 
prepared for the deposition of the next layer. An 
article transfer apparatus (16) repetitively 
moves the work surface (12) and any layers (14) 
formed thereon selectively among the deposi- 
tion station (32) and the processing stations 
until all layers have been processed and a 
completely manufactured article is produced. 
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BACKGROUND OF THE INVENTION 

1. Field of the Invention 

The invention relates to a method and apparatus 
for creating a three-dimensional object by the forma- 
tion of layers of a deposited material. 

2. Description of the Prior Art 

Several methods have been proposed for creat- 
ing three-dimensional objects by incremental buildup 
of thin layers. In our European Patent Application 
No.EP-A-0490546 we disclosed a method of produc- 
ing articles by spray deposition using a series of 
masks to define cross sectional layers which form the 
article. In the method there disclosed the article is 
fully formed with an adjacent complementary materi- 
al that is removed after the article has been com- 
pletely formed. Metal tubular shapes have been 
made by shape melting. Shape melting is a process 
whereby structural components are manufactured by 
depositing weld material layer- upon-l ay er until the 
desired geometry is achieved. Weld build up opera- 
tions like shape melting require a preform which is 
generally a machined piece of metal onto which the 
first layer of build up is deposited. One example of 
this type of manufacture is disclosed in United States 
Patent 3,156,968 to W. D. White, Jr. 

In nearly all of the prior art methods for forming 
articles by incremental build up of layers, the article 
is first fully formed in a forming station. Then the ar- 
ticle is moved for subsequent processing such as ma- 
chining to a finished form. Cubitol in European Patent 
Application EP-A-0322257 discloses a system for 
forming plastic articles by applying layers of plastic 
which are cured and milled before the next layer is ap- 
plied. As in other prior art layer deposition processes, 
the equipment used is a dedicated system which can- 
not be expanded to include other processing stations. 
In our pending European Patent Applications EP-A- 
0490546, EP-A-0554033 and EP-A-0529816, we 
teach that it is often desirable to process individual 
layers before depositing successive layers thereon. 
Such processing could include heat treatment, 
shasping or shot peening. Hence, any system which 
forms articles, particularly metal articles, by incre- 
mental build up of layers should have the capability 
to be expanded to include additional processing sta- 
tions. 

In our issued patent we teach that various heads 
designed to provide each of the desired operations 
could be mounted on a movable platform so that each 
operation could be done without moving the work- 
piece as it is being made. However, this may not be 
practical as it will require the creation of specialized 
equipment. A better approach is to use and customize 
existing equipment such as computer numerically 



controlled (CNC) machines to do shaping, a heat 
treatment oven to provide heat treating as well as 
other equipment which performs other operations. 
Such available equipment cannot be used on a cost 

5 effective basis without automated handling of the 
workpiece to repeatedly place and remove the work- 
piece in each of the selected stations. Although auto- 
mated systems have been developed which perform 
single operations on a part as it moves along an as- 

10 sembly line, or which transfer parts from one location 
to another, there is no system available which pro- 
vides repetitive movement of the same workpiece 
into and out of the same operational stations. 

15 SUMMARY OF THE INVENTION 

We provide a method and assembly for manufac- 
turing an article that is formed by the incremental 
buildup of layers on a movable work surface. During 

20 the fabrication of an article by the buildup of layers, 
each layer represents a cross sectional slice of a 
three dimensional object being built and is composed 
of the desired deposition material. In addition to the 
deposition material, each layer may also contain a 

25 second portion that acts as a complement of the ob- 
ject shape of the deposition material portion and 
serves as a support structure for the growing object 
form. The deposition material and support structure 
material are each applied in a predetermined se- 

30 que nee. In this way, a layered structure is built up 
which contains the object made of the deposition ma- 
terial surrounded by the complementary material. 
The complementary material may be a mask or may 
be a material that is applied adjacent to the deposition 

35 material layers. 

During the manufacture of an article by the build- 
up of layers, several operations are performed on the 
work piece for each layer. Therefore, in addition to a 
material deposition station, a plurality of processing 

40 stations are employed. Each processing station per- 
forms at least one separate function. The functions 
could include any combination of shot peening, clean- 
ing, blasting, heat treating, shaping, inspection, mask 
making and packaging. Furthermore, additional sta- 

45 tions can be added as desired. 

An article transfer apparatus repetitively moves 
the work surface and any layers formed thereon se- 
lectively between the deposition station and the proc- 
essing stations. This repetitive movement continues 

so until all layers are deposited and processed and a 
completely formed article is produced. 

In the preferred embodiment, the means of de- 
positing the layers is by thermal spray deposition. 
Thus, in this embodiment, the material deposition 

55 station would include a thermal spray deposition as- 
sembly. The layers could also be deposited by other 
suitable deposition means, such as by weld deposi- 
tion. 
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Other details, objects and advantages of the in- 
vention will become apparent as the following de- 
scription of certain present preferred embodiments 
thereof proceeds. 

5 

BRIEF DESCRIPTION OF THE DRAWINGS 

Figure 1 is a sectional view of a block of layers of 
deposition material and complementary material built 
up on a substrate placed on a work surface to form 10 
a tubular article. 

Figure 2 is a schematic view of our preferred au- 
tomated system. 

DETAILED DESCRIPTION OF THE PREFERRED 15 
EMBODIMENT 

In Figure 1 , a cross section of a block containing 
a tubular article manufactured by layer deposition is 
shown. The article is formed by depositing layers 14 20 
of deposition material 31 and complementary materi- 
al 44 upon a substrate 11 positioned on a movable 
pallet or work surface 12. The material of which the 
article is fabricated is the deposition material 31. In 
the present system, any means of delivering the de- 25 
position material 31 is acceptable. However, in the 
preferred embodiment of the present invention, we 
employ a thermal spray deposition means. The de- 
position material 31 may be any suitable material 
such as metal, metal alloy or plastic. The preferred 30 
embodiment also employs a set of masks over which 
the deposition material is sprayed. The set of masks 
contain at least one mask corresponding to each 
cross section through the article such that there is at 
least one mask in the set for every parallel cross sec- 35 
tion normal to a center line through the article. The 
masks are positioned over the movable work surface 
12 and can remain in place during manufacturing to 
form a complement to the layers being deposited. 

Referring to Figure 2, the deposition material is 40 
applied to a substrate placed on the movable work 
surface 12 at a deposition station 32. Once a layer 
has been deposited onto the movable work surface 
12, the work surface 12 is selectively transferred to 
at least one of a series of processing stations where 45 
a processing function is performed on the layer of de- 
position material. Each of the processing stations are 
sized and positioned to receive the work surface 12. 
Once the layer has been processed, the work surface 
1 2 is moved back to the deposition station 32 and the so 
next layer is applied. Each layer is applied and proc- 
essed until the article is completely manufactured. 
Preferably, a control station 35 is provided for auto- 
matically controlling the transfer apparatus and at 
least some of the processing stations. The control 55 
system responds to a CAD system 33 containing data 
required to make the article. 

An article transfer apparatus 16 moves the work 



surface 12 and any layers deposited thereon be- 
tween the processing stations and the deposition sta- 
tion 32. The Motoman K100S robot is the preferred 
transfer apparatus. The transfer apparatus 16 has a 
movable base 20 and a pivoting arm 18 comprised of 
lower segment 15 and upper segment 17. The lower 
segment 15 is attached to the movable base 20. The 
distal end of the upper segment 17 has a tongue 21 
which is sized and configured for carrying the mov- 
able work surface 12. The movable base 20 is prefer- 
ably rotatable. The processing stations may be sta- 
tions for performing any processing function but the 
preferred embodiment includes a mask maker 62, a 
shaper 50, a blaster 52, an inspection station 54, a 
shot peener 56, a heat treatment unit 58, a cleaner 60 
and packaging station 70. The processing stations 
are preferably arranged in an approximately circum- 
ferential fashion around the article transfer appara- 
tus 16. The extendable arm 18 is able to move in two 
planes and can be rotated through a third plane. The 
arm can extend and retract while carrying the mov- 
able work surface 12 thereon. 

The deposition station preferably consists of a 
work table 34 having a receiver 48 that is sized and 
positioned to receive the movable work surface 12, 
and a robotic device 36 which can acquire various 
processing heads for depositing layers onto the work 
surface 12. The preferred robotic device is a GMF 
S700 robot The preferred delivery system for layer 
deposition is the Miller BP400 Arc Spray System. The 
robotic device 36 is similar to transfer apparatus 16 
and is able to move in three dimensions. The robotic 
device 36 has a tool changing mechanism 38 which 
can acquire one of a series of processing heads 40, 
42 and 64 from rack 37. The robotic device 1 6 places 
the work surface 12 on a receiver 48 positioned on 
the work table 34. Then robot 36 selects a processing 
head and moves the selected head, such as sprayer 
head 40, over the work surface to deposit layers of 
deposition material 31. Although only one spray head 
40 is shown, it may be advantageous to use multiple 
spray heads. Also, although the preferred means of 
delivering the deposition material 31 is by thermal 
spray deposition, any suitable means such as welder 
head 42 or a liquid slurry nozzle (not shown) may be 
used. The Plasma-Tech nik A- 3000-4/2 Plasma Spray 
System and the Thermal Dynamics WC-100/PS30A 
Welding System are examples of suitable material de- 
livery systems. After each layer is applied we prefer 
to move work surface 12 from the deposition station 
to other processing stations. 

When masks are used, the work surface is deliv- 
ered to the mask making station by the transfer ap- 
paratus 16. The transfer apparatus moves about its 
movable base 20 so as to face the mask making proc- 
essing station 62. The extendable arm 18 then ex- 
tends causing the movable work surface 12 to be 
placed on a receiver 48 within the mask making sta- 
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tion 62. The mask making station 62 has a supply of 
mask material 49 and a laser 46 for cutting out masks 
from the mask material 49. The mask cutting station 
preferably incorporates a Melles Griot Model CRF 222 
C0 2 laser. The transfer apparatus 18 may either hold 
the work surface 12 within the mask maker station or 
may deposit the work surface 12 within the station 
and retract, reextending to pick up the work surface 
12 once the mask process is completed. 

After the mask is formed and placed on the work 
surface 1 2, the transfer apparatus extendable arm 18 
is then retracted removing the work surface 12 from 
the mask making station 62. The transfer apparatus 
then moves about its movable base 20 so that it is fac- 
ing the deposition station 32. The transfer apparatus 
extendable arm 18 extends, placing the work surface 
12 into the material deposition station 32. The trans- 
fer apparatus 16 places the work surface 12 on re- 
ceiver 48 on the work table 34 in the deposition sta- 
tion 32. The deposition station robotic unit 36 moves 
the spray head over the work surface 12 to deposit 
the next layer. The robotic unit 36 preferably is able 
to move in three dimensions to direct the delivery of 
deposition material 31. Once the layer 14 has been 
deposited onto the work surface 12, the transfer unit 
1 6 removes the work surface with a layer of material 
deposited thereon from the deposition station 32. Al- 
though it is preferred that the spray heads 40 move 
relative to the work surface during deposition of each 
layer, the work surface may be moved relative to the 
spray heads. 

The transfer apparatus 1 6 rotates about movable 
base 20 so as to face the shot peener 56. The extend- 
able arm 18 extends carrying the work surface 12 
into the shot peening station 56. The extendable arm 
18 places the work surface 12 on a receiver 48 in the 
shot peening station 56 and retracts. The layer is then 
shot peened. A Pro-Finish Model 2636 shot-peener 
cabinet is preferred. This cabinet has a shot peening 
nozzle which can be manipulated by robot 16. Once 
the process is finished, the extendable arm 18 ex- 
tends into the shot peening station to pick up the work 
surface carrying the processed layer of deposition 
material. The extendable arm 18 is then retracted re- 
moving the work surface 12 and the layer deposited 
thereon from the shot peener 56. The transfer appa- 
ratus then rotates so as to return the work surface to 
the deposition station 32 or may be directed toward 
the shaping station 50. 

Facing the shaping station the transfer appara- 
tus extends the extendable arm 18 carrying the work 
surface 12 and the layer deposited thereon into the 
shaping station 50. The preferred shaping apparatus 
is a computer numerically controlled machine (CNC 
machine) 51 that has suitable shaping tools such as 
a sander, a milling tool, grinder or polisher attached 
thereto. The extendable arm retracts away from the 
shaping station 50 leaving the work surface 12 on a 



receiver 48 in the CNC machine. The shaping station 
preferably employs a Fadal Model 6030 CNC ma- 
chine that cooperates with a Tsudakoma Model 301 
Rotary/Tilt Table. The shaping operation is then per- 

5 formed by the CNC machine. When the shaping op- 
eration is complete, the transfer apparatus extend- 
able arm 18 extends to the shaping apparatus where 
it engages the work surface 12. The extendable arm 
18 is then retracted removing the work surface 12 

10 and the layer of deposition material 31 thereon from 
the CNC machine. 

The transfer apparatus 16 may next move so as 
to face the heat treatment unit 58. The transfer appa- 
ratus extendable arm 18 then extends carrying the 

15 work surface 12 to the heat treatment unit 58 and 
placing it on a receiver 48 therein. Once the work sur- 
face 12 and the layer thereon has been placed with 
the heat treatment unit 58, the extendable arm 18 is 
retracted. The heat treatment process is performed, 

20 then the extendable arm 18 removes the work sur- 
face 12 and the layer for further processing. 

In a similar fashion, the transfer apparatus 16 
moves the work surface 12 and the layer thereon to 
a cleaning station 60 where the layer is cleaned. An 

25 inspection station 54 is also provided. At selected sta- 
ges of the manufacturing process, the work surface 
12 and layer of deposition material 31 are transported 
by the transfer apparatus to an inspection station 54. 
Although the inspection station 54 is preferably an in- 

30 dependent processing station, the inspection func- 
tion may be performed by an optional inspection sen- 
sor 154 (shown in dotted line in Figure 2) attached to 
the transfer apparatus 16 or sensor 254 which can be 
acquired by the deposition station robot 36. Once the 

35 inspection has been performed and it has been de- 
termined that no additional processing is required, 
the work surface is moved by the transfer apparatus 
once again through the deposition and processing 
stations to apply a next layer of deposition material 

40 31. The above-described steps are repeated until all 
of the layers have been deposited and all selected 
layers have been processed, such that a complete ar- 
ticle has been manufactured. The completed article 
may then be taken to packaging station 70 for pack- 

45 aging and shipping. 

It is understood that although it is preferred that 
the work surface and layers are transported through 
each of the process stations mentioned above, some 
or all of the processing stations may be utilized for 

so each layer, or for some layers but not others. More- 
over, several articles could be simultaneously made 
in the system each being at a different station at any 
given time. It is further understood that the order in 
which the work surface and layers are brought 

55 through the processing stations may be altered as is 
desired. For example, although it is preferred that a 
complementary material such as masks be used in 
the application of the deposition material 31, the de- 
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position material 31 may be applied without comple- 
mentary material. In this alternative, the work sur- 
face and layer are moved to the shaping station from 
the deposition station, where the layer is shaped by 
the CNC machine to its appropriate configuration. 
The layer is then processed as described above and 
the steps are repeated. 

The masks described in the first preferred em- 
bodiment act as a means for achieving the desired 
profile of each layer of deposited material. The masks 
also act as a support for the deposition material 31 of 
that layer. In a second preferred embodiment, a com- 
plementary material is sprayed or otherwise applied 
to the layer to support the deposition material 31 for 
each layer. In this embodiment, the masks 44 mayor 
may not be used to direct the application of the de- 
position material 31 and the complementary material. 
In the present invention, any means of delivering the 
complementary material is acceptable. However, in 
the preferred embodiment of the present invention, 
we employ a thermal spray deposition means. Thus, 
two sets of masks may be used. A set of masks for the 
deposition material 31 as described above and a sec- 
ond set of masks that contains at least one mask cor- 
responding to each mask from the set of masks for 
the deposition material 31 and that defines a comple- 
ment to the cross section defined by that correspond- 
ing mask. The complementary material delivery 
means 64 may be located within the material depos- 
ition station 32 or may be located in a separate remote 
station 66. When two sets of masks are used, the 
work surface 1 2 is preferably first moved to the mask 
making station 62 where a complementary mask is 
positioned above the work surface. The work surface 
is then moved by the transfer apparatus 16 to the 
complementary delivery station 66 or the comple- 
mentary material delivery means 64 in the material 
deposition station 32 where a layer of complementary 
material is applied. The complementary material 
mask is then removed and the work surface 12 with 
the layer of complementary material deposited there- 
on are moved back to the mask making station 62. A 
deposition material mask is then positioned over the 
work surface 12. The work surface 12 with the layer 
of complementary material and the mask thereon is 
then moved by the transfer apparatus 16 to the de- 
position station 32 where deposition material 31 is 
applied. The transfer apparatus 16 removes the work 
surface with the layer of complementary material and 
deposition material 31 and transfers them to the 
processing stations. 

An alternative embodiment eliminates the need 
of using masks all together. First, the work surface 12 
is moved by the transfer apparatus 16 to the comple- 
mentary material delivery station 66 where a layer of 
complementary material is applied to a substrate on 
the work surface 12. The transfer apparatus 16 then 
removes the work surface and complementary mate- 



rial from the complementary material delivery station 
and transfers them to the shaping station 50. Once 
the transfer apparatus 16 has extended the work sur- 
face 12 with the complementary material thereon to 

5 the shaping station 50, placed the work surface on 
the shaping means and has retracted, the shaping 
means passes over the complementary material 
shaping and contouring the complementary material 
surface. The surface of the complementary material 

10 is shaped and contoured so as to define the surface 
of the object being produced for that layer. The trans- 
fer apparatus 16 then extends to the shaping appa- 
ratus 50 and removes the work surface from the 
shaping means 50 and transfers the work surface to 

15 deposition material 31 delivery station 32. Once the 
work surface is placed in the deposition material de- 
livery station 32, deposition material 31 is applied as 
described above. The transfer apparatus removes 
the work surface 12 from the deposition material sta- 

20 tion 32 and transfers the work surface 1 2 back to the 
shaping station 50 where in the deposition material 
31 is shaped as desired. This process is repeated for 
each layer until the final block of material is produced. 
Once the final block of material is produced, the com- ' & 

25 piemen tar y material and substrate are then removed. • -" ' 

Conversely, each deposition material layer 31 may 
first be applied and shaped and then the correspond- *J 
ing layer of complementary material may be applied. 
Variations of the preferred embodiments could 

30 be made, for example, although the preferred appa- 
ratus for shaping each layer is a CNC machine, any '< 
grinder, sander, polisher or other suitable shaping 
means may be used. ? 
Also, although the movable base 20 of the trans- - * * 

35 fer apparatus 16 preferably rotates, it may be mount- 
ed in any movable fashion so as to access the depos- 
ition and processing stations. For example, the vari- 
ous stations could be arranged along a single line or 
two parallel lines. Then the transfer apparatus would 

40 move along a line parallel to such stations. 

While present preferred embodiments of the in- 
vention have been shown, it is distinctly understood 
that the invention is not limited thereto but may be 
otherwise variously embodied within the scope of the 

45 following claims. 



Claims 

so 1. Automated apparatus for manufacturing an arti- 
cle that is formed by the incremental buildup of 
layers, comprising: 

a movable work surface (12) on which lay- 
ers (14) are deposited to form the article; 

55 a material deposition station (32) for re- 

ceiving the movable work surface (12), where 
each layer (14) of the article is deposited on the 
work surface (12) or on a substrate (11) placed 

5 
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on the work surface (12) or on a preceding layer 
(14), wherein each layer deposited on a preced- 
ing layer is simultaneously deposited and bonded 
to the preceding layer to form a portion of the ar- 
ticle; 5 

at least one processing station 
(50,52,54,56,58, 60,62,66,70) for receiving the 
movable work surface (12), each processing sta- 
tion being capable of performing a desired oper- 
ation on selected layers (14) of the article; and 10 

an article transfer apparatus (16) for re- 
petitively placing, removing and returning the 
work surface (12) and any layers (14) formed 
thereon at the deposition station (32) and at each 
processing station (50,52,54,56,58,60,62,66,70) 15 
until a completely manufactured article is pro- 
duced. 



Apparatus according to claim 1, wherein the ma- 
terial deposition station (32) is a thermal spray 
deposition assembly. 



20 



3. Apparatus according to claim 1 , wherein the ma- 
terial deposition station (32) is a weld deposition 
assembly. 25 

4. Apparatus according to any preceding claim, 
wherein the processing stations include at least 
one of a shot peener (56), a cleaner (60), a heat 
treatment unit (58), a blaster (52), a shaper (50), 30 
an inspection device (54) and a mask maker (62). 

5. Apparatus according to any preceding claim, 
wherein the deposition station (32) comprises: 

(a) a work table (34) for receiving the movable 35 
work surface (12); 

(b) a series of material delivery devices 
(40,42) for depositing a layer of material (31); 
and 

(c) a robotic device (36) which can acquire at 40 
least one material delivery device (40,42) and 
move the acquired material to delivery device 
relative to the work surface (1 2) to apply a lay- 
er of the deposition material (31). 

45 

6. Apparatus according to claim 5, wherein the 
work table (34) is movable relative to the robotic 
device (36). 



layers of the deposition material (31), the com- 
plementary deposition means (64,66) being posi- 
tioned either in the material deposition station 
(32) or in a separate processing station (66). 

9. A method of manufacturing an article that is 
formed by the incremental buildup of layers, 
comprising the steps of: 

(a) providing a movable work surface (12) on 
which layers (14) are deposited, the movable 
work surface (12) being movable by an article 
transfer apparatus (16). 

(b) placing the movable work surface (12) in 
a material deposition station (32) and depos- 
iting at least one layer (14) of deposition ma- 
terial (31) on the work surface (12) or on a 
substrate (11) placed on the work surface 
(12) or on a preceding layer (14), wherein 
each layer deposited on a preceding layer is 
simultaneously deposited and bonded to the 
preceding layer to form a portion of the arti- 
cle; 

(c) removing the movable work surface (12) 
from the material deposition station (32); 

(d) placing the movable work surface (12) and 
any layers (14) deposited thereon in at least 
one processing station (50,52,54,56,58,60, 
62,66, 70), which performs a desired function 
on selected layers (14); 

(e) removing the movable work surface (12) 
having at least one processed layer (14) 
thereon from the processing station 
(50,52,54,56,58,60,62, 66,70); and 

(f) repeating at least some of steps (b) through 
(e) until all layers (14) have been deposited 
and all selected layers (14) have been proc- 
essed. 

10. A method according to claim 9, wherein at least 
one of the steps is automatically controlled by a 
control station (35) in response to data from a 
CAD system (33). 

11. A method according to claim 9 or claim 10, 
wherein a plurality of movable work surfaces (1 2) 
are provided to permit a plurality of articles to be 
manufactured simultaneously. 



Apparatus according to claim 5 or claim 6, fur- 
ther comprising an inspection device (254) at- 
tached to the robotic device (36). 



50 



Apparatus according to any preceding claim, fur- 
ther comprising: 

a complementary material deposition 
means (64,66) for applying complementary mate- 
rial (44) to the work surface (12) or to selected 



55 
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